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In the Claims: 

1 . (Currently Amended) A method for rolling a metal strip in a skin-pass 
rolling stand for reducing the metal strip's thickness wherein the strip enters and exits the 
rolling stand at a determined velocity with the strip being under tension, comprising 
setting the velocity of the metal strip when it enters the skin-pass rolling stand and the 
velocity of the metal strip when it exits the skin-pass rolling stand independently of the 
tension in the metal strip ; and setting a roll nip in the skin-pass rolling stand as a function 
of the tension in the metal strip both upstream and downstream of the rolling stand . 

2. (Original) The method according to claim 1, wherein the thickness of the 
metal strip is reduced by between about 0.1% and 5%. 

3. (Original) The method according to claim 2, wherein the thickness of the 
metal strip is reduced by between about 0.1% and 1%. 

4. (Original) The method according to claim 1, further comprising setting the 
velocity of the metal strip when it enters the skin-pass rolling stand and the velocity of 
the metal strip when it exits the skin-pass rolling stand by the ratio of a desired thickness 
of the metal strip when it exits the skin-pass rolling stand to the thickness of the metal 
strip when it enters the skin-pass rolling stand. 

5. (Currently Amended) The method according to claim 1, further comprising 
controlling the setting of the strip entry velocity by a controller for controlling the setting 
of the strip exit velocit y, feeding to said controller to which a set value for the respective^ 
entry and exit velocities is f e d to th e controll e r , said and furth e r wh e r e in the entry set 
value for th e v e locity of th e m e tal strip wh e n it ent e rs th e skin pass rolling stand and said 
exit the set value for th e v e locity of th e m e tal strip wh e n it e xits the skin pass rolling 
stand ar e being set as a ratio of the a desired thickness of the metal strip when it exits the 
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skin-pass rolling stand to th e thickn e ss of the metal stri ps thickness when it enters the 
skin-pass rolling stand. 

6. (Original) The method according to claim 5, further comprising correcting the 
set value for the velocity of the metal strip when it enters the skin-pass rolling stand as a 
function of a measured value for the velocity of the metal strip when it enters the skin- 
pass rolling stand and of a measured value for the velocity of the metal strip when it exits 
the skin-pass rolling stand. 

7. (Original) The method according to claim 6, further comprising correcting the 
set value for the velocity of the metal strip when it enters the skin-pass rolling stand as a 
function of a temporal mean of measured values for the velocity of the metal strip when it 
enters the skin-pass rolling stand and of a temporal mean of measured values for the 
velocity of the metal strip when it exits the skin-pass rolling stand. 

8. (Cancelled) 

9. (Currently Amended) A skin-pass rolling stand for use in rolling a metal 
strip in accordance with the method of claimed 1, comprising a m e ans for s e tting the strip 
entry velocity ind e p e nd e ntly of th e tension in the m e tal strip, and a means for s e tting th e 
strip e xit v e locity ind e p e ndently of th e t e nsion in th e m e tal strip adjusting means and a 
strip exit velocity adjusting means, said adjusting means adjusting the entry and exit 
velocities, respectively, independently of the tension in the metal strip entering and 
exiting the rolling stand; and further comprising a tension control for adjusting a roll nip 
of a roll in the rolling stand as a function of tension in the metal strip . 
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